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DEVICE AND METHOD FOR PRODUCING C ONTAINER BLANKS 

Field of the Invention 

The present invention relates to a device and a 
method for producing container blanks and, more speci- 
fically, such a method and device where opposite wall 
portions of a material web are joined along connecting 
portions . 

Background Art 

W099/41155 discloses a device for making container 
blanks by joining opposite wall portions of a material 
web along connecting portions. 

The material web comprises two side wall webs which 
are passed in a parallel opposite relationship along a 
manufacturing line and, between them, a bottom wall web 
folded in two. The webs are thus brought together to a 
common material web and sealed to each other along said 
connecting portions by means of heating jaws which engage 

the material web. 

While the heating jaws engage the material web, the 
web must be kept stationary, which means that the method 
for producing the container blanks will be intermittent. 

The intermittent method of production affects the 
production capacity which in some cases can be insuffi- 
cient . 

Different solutions for increasing the production 
capacity have been suggested. 

For example, a shaped roller forming a nip together 
with a back-pressure roller can be used. The material web 
is passed through the nip, and the shaped roller engages 
to form said connecting portions. The method allows con- 
tinuous production of container blanks. 

For the container blanks to form liquid-tight con- 
tainers in the filled state, it is important for the con- 
necting portions to be reliable, i.e. that the sealing 
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process is allowed to take place for a sufficient period 
of time. To provide this, a plurality of such nips can 
be arranged in succession, which for obvious reasons 
requires accurate synchronisation and, thus, complicated 
5 adjustment . 

However, there is a need for an alternative method 
which allows continuous production of container blanks. 

Summary of the Invention 

10 . In view of that stated above, the object of the pre- 

sent invention is to provide an alternative device and 
an alternative method for producing container blanks by 
joining opposite wall portions of a material web along 
connecting portions . 

15 A further object is to provide such a device and 

method which allow continuous production of container 
blanks of said type. 

Another object of the present invention is to pro- 
vide such a device and method which allow rational pro- 

20 duction of container blanks. 

It is also an object of the invention that the 
device and the method allow production of container 
blanks with reliable connecting portions . 

To achieve at least one of the above objects and 

25 also other objects that will be evident from the follow- 
ing description, a device having the features defined in 
claim 1 and a method having the features defined in claim 
17 are provided according to the present invention. Pre- 
ferred embodiments of the device will be evident from 

30 claims 2-16 and preferred embodiments of the method will 
be evident from claims 18-21. 

More specifically, there is provided according to 
the present invention a device for producing container 
blanks from a material web, comprising a plurality of 

35 tools supported by a rotary tool holder, which on rota- 
tion is arranged to move each tool along a working path 
along which each tool is engageable with the material web 
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for joining of opposite wall portions of the material web 
along connecting portions, and a return path along which 
each tool is disengageable from the material web, each 
tool being arranged to be moved together with the mate- 
5 rial web when the tool is moved along said working path, 
and said tool holder acting as a deflecting means for the 
material web when this moves together with the respective 
tools along said working path. 

This results in an alternative device for producing 

10 container blanks. 

The inventive device allows continuous production 
of container blanks since the tools during their engaging 
phase are moved together with the material web along said 
working path. However, it will be appreciated that the 

15 device can also be driven intermittently, for instance, 
by indexing the motion of the tool holder. 

The inventive device can also be made to exhibit an 
advantageously high production capacity. The reason for 
this is that the tools are moved by rotation of the tool 

20 holder, and by arranging the tools at a suitable radial 
distance from the centre of rotation of the tool hoider, 
the speed at which the tools are moved can, at a given 
speed of rotation, be adjusted to the desired feed rate 
of the material web. 

25 The device also allows production of container 

blanks with reliable connecting portions to provide 
liquid-tight container blanks. The reliability of the 
connecting portions is a function of the required seal- 
ing time, by which is meant the period of time during 

30 which each tool must engage the material web for a reli- 
able sealing portion to be formed. The inventive device 
can provide the required sealing time since the tool 
holder acts as a deflecting means for the material web 
when this is moved together with the tools along the 

35 working path. The tools are moved by rotation of the 

tool holder, thereby making it possible to provide the 
required sealing time for a given sealing temperature by 
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suitable adjustment of the speed at which the tool is 
moved and the distance along which the tool is moved. 
Said speed is a function of the speed of rotation of the 
tool holder and the radial distance of the tool from said 
5 centre of rotation, while said distance is a function of 
said radial distance and the extent of the working path. 

According to an embodiment of the inventive device, 
each tool is operable between a closed position and an 
open position, the tool being moved to said closed posi- 

10 tion to provide said engagement with the material web. 
Each tool may comprise a base element which is fixedly 
mounted on the tool holder and an engaging element which 
is pivotable relative to the base element. One of the 
base element and the engaging element of each tool can 

15 support a rib, which is arranged to engage the material 
web in the closed position of the tool, in which case 
said rib of each tool can have an extent that corresponds 
to the extent of the connecting portion of a container 
blank . 

20 The rib can be supported by an arrangement involving 

springs, which when moving the tool to said closed posi- 
tion are arranged for a given compression. By a suitable 
adaptation of said springs, the force by which the tool 
is closed can thus be adjusted. 

25 According to another embodiment, each tool is 

arranged to provide said joining by heat sealing. 

According to yet another embodiment, the device com- 
prises a control means which is arranged to engage said 
tool with, and disengage the same from, the material web. 

30 The control means may comprise a link mechanism for each 
of the tools and a stationary cam structure, each tool 
being connected to the cam structure by said link mecha- 
nism and the cam structure being arranged, during rota- 
tion of the tool holder, to control each tool to be clos- 

35 ed and opened, respectively. By using a single cam struc- 
ture for operating all tools, the individual tools are 
controlled in a simple and cost-effective manner. Each 
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link mechanism may comprise an articulated link arm which 
is arranged in an over-centred position. As a result, 
each tool can be made to be openable even if an unplanned 
stoppage should occur when the tool is positioned along 
5 said working path. 

Each link mechanism may also comprise a roll which 
is held in a cam groove of the cam structure, a sensor 
being arranged in the cam groove for sensing the force 
by which the roll abuts against a bearing surface of the 

10 cam groove. This makes it possible to monitor the sealing 
force, i.e. the force by which the tool engages the mate- 
rial web, since this force is proportional to said abut- 
ting or contact force. The contact force of the roll can 
alternatively be sensed by means of a weakening in the 

15 cam groove, in which case the magnitude of the elastic 
deformation of the weakening is measured as the roll 
passes. Based on the magnitude of the elastic deforma- 
tion, the force by which the roll abuts can easily be 
calculated . 

20 According to another embodiment, the tool holder can 

be rotatably mounted on one side. The fact that the tool 
holder is mounted on one side only gives the advantage 
that the other side will be easy of access, which facili- 
tates, for instance, service and tool changing. 

25 According to one more embodiment, the device com- 

prises a punching station, which is arranged downstream 
of the tool holder and arranged to punch container blanks 
along said connecting portions. The punching station can 
be arranged for such punching that a succession of con- 

30 tainer blanks are connected to each other to form a con- 
tinuous web of container blanks. 

In another embodiment, the device comprises a regis- 
tering mechanism positioned upstream of the tool holder 
and adapted to sense the tension in the material web 

35 and to adjust said tension according to a predetermined 
value . 
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Furthermore, according to the present invention, a 
method is provided for producing container blanks from 
a material web by joining opposite wall portions of the 
material web along connecting portions, comprising 
5 deflecting said material web over a tool holder, 

rotating the tool holder to move tools supported by the 
same along a working path, and, by continued rotation of 
the tool holder, moving the tools along a return path to 
the beginning of said working path, each tool, for pro- 

10 viding said joining, being engaged with the material web 
and moved together with said material web during the 
movement of the tool along said working path. 

According to one embodiment of the inventive method, 
the material web is folded to a web folded longitudinal- 

15 ly in the form of a W. 

According to yet another embodiment, each tool is 
engaged with the material web by pivoting an engaging 
element downwards to a base element for clamping the 
material web therebetween. 

20 The tool holder is rotated continuously to provide 

continuous production of container blanks. The tool 
holder can also be rotated in an indexing motion. 

Embodiments of the present invention will in the 
following be described for the purpose of exemplification 

25 with reference to the accompanying drawings. 

Brief Description of the Drawings 

Fig. 1 is a schematic perspective view of an inven- 
tive device for producing container blanks. 
30 Fig. 2 is a schematic side view of a control means 

for opening and closing of a tool supported by a tool 
holder of the inventive device, the control means being 
shown in a position corresponding to the open position 
of the tool. 

35 Fig. 3 is a schematic side view of the control means 

in Fig. 2, the control means being shown in a position 
corresponding to the closed position of the tool. 
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Fig. 4 is a schematic side view of a tool of the 
inventive device in an open position. 

Fig. 5 is a schematic side view of the tool in 
Fig. 4 in a closed position. 

5 

Description of Embodiments 

Fig. 1, to which reference is made, illustrates 
schematically an embodiment of an inventive device 1 for 
producing container blanks 2 from a material web 3. 

10 The device 1 is adapted to produce container blanks 

2 by joining opposite wall portions of a material web 3. 
The material web 3 is obtainable in various designs. For 
example, it is possible to let the material web be a web 
folded longitudinally in the form of a W. A container 

15 blank produced from such a material web will obtain two 

side walls from the outer lateral portions of the web and 
a bottom wall from the central portion, folded in two, of 
the web. It is also possible to produce such a container 
blank from a material web comprising two separate webs 

20 and, arranged therebetween, a bottom forming web folded 
in two. 

The material web 3 from which said container blanks 
2 are produced advantageously consists of a container 
laminate with a core layer comprising a binder of poly- 

25 olefin and a filler of mineral material such as chalk. 

The device 1 comprises a rotatably arranged tool 
holder 4 which supports a number of tools 5. In the embo- 
diment shown, the tool holder 4 has an octahedral struc- 
ture where a tool 5 is arranged along the respective 

30 sides of the structure. The tool holder 4 is supported 
by and rotatably mounted in a frame (not shown) . In one 
embodiment (not shown) the tool holder can be rotatably 
mounted on one side. In such an embodiment, a mounting 
means is arranged on one side only of the tool holder, 

35 which means that the opposite side of the tool holder 

is easily accessible, for instance, for service and tool 
changing . 
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By rotation of the tool holder 4, the tools 5 are 
movable along a path which comprises a working path and 
a return path, which are indicated at WP and RP. 

Each tool 5 comprises a base element 6 and an engag- 
5 ing element 7 . The base element 6 is fixedly mounted in 
the tool holder 4 and the engaging element 7 is pivotally 
arranged relative to the base element 6. For closing of 
the tool 5, the engaging element 7 is thus pivoted down- 
wards into abutment against the base element 6. 
10 The device 1 also comprises a control means (not 

shown in Fig. 1) for opening and closing of the tools 5. 
More specifically, the control means is arranged to close 
the tools 5 as they are being moved along said working 
path WP and open the tools 5 as they are being moved 
15 along said return path RP . 

In operation of the device 1, a material web 3 
is passed over a first deflecting roller 8 arranged 
upstream of the tool holder 4 and further over the base 
elements 6 of the tools 5 which are positioned along said 
20 working path WP. According to the embodiment shown, the 
material web 3 is then passed over a second deflecting 
roller 9 arranged downstream of the tool holder 4 and 
further to a subsequent station in the form of a punching 
station 10. 

25 The tool holder 4 thus acts as a deflecting means 

for the material web 3. 

When the material web 3 is fed towards the tool 

holder 4, it first reaches the beginning of the working 

path WP, said beginning being indicated in position A, 
30 and the tool 5 located in said position A is closed by 

the control means which thus provides downward pivoting 

of the engaging element 7 . 

As a result, the tool 5 will engage the material 

web 3, which engagement is maintained during rotation 
35 of the tool holder in the direction indicated by arrow P 

for moving the tool 5 to the end of the working path WP, 

which end is indicated in position B. 
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As the tool 5 moves from position A to position B, 
the tool 5 will thus be moved together with the material 
web 3 and engage the material web 3 for joining opposite 
wall portions along a connecting portion, which is indi- 
5 cated at 11. 

At the same time the subsequent tool 5 will along 
the working path WP engage subsequent portions of the 
material web 3 for providing connecting portions 11 in 
the same way. 

10 Once in position B, the control means is arranged to 

open the tool 5, and in the shown embodiment this is pro- 
vided by pivoting the engaging element 7 upwards. 

By continued rotation of the tool holder 5 in the 
direction of arrow P, the tool 5 will be moved along said 

15 return path RP back to the beginning of the working path 
WP, position A, where the tool 5 is again prepared to 
engage a portion of the material web 3. 

The tools 5 can be arranged to provide said con- 
necting portions 11 in different ways. In the embodiment 

20 shown, the engaging element 7 supports a rib 12 having 

an extent corresponding to a connecting portion 11, which 
rib 12 is arranged to engage the material web 3 to pro- 
vide said connecting portion 11 in the container blank 2 
by heat sealing. However, it will be appreciated that the 

25 rib 12 could also be supported by the base element 6, or 
that the base element 6 as well as the engaging element 7 
support the rib 12 . 

The material web 3 is advantageously made of a 
laminate with an inside-forming surface layer having a 

30 melting point which is lower than the melting point of 
an outside-forming surface layer of the laminate. Thus 
by choosing a suitable sealing temperature and time, it 
will be possible to produce container blanks 2 from a web 
folded in the form of a W, or a web comprising two sepa- 

35 rate webs and, arranged therebetween, a web folded in 

two, without opposing outsides of the container blank 2 
adhering to each other. 
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According to the present invention, container blanks 

2 are thus produced by means of tools 5 which are kept 
substantially stationary in relation to a material web 3, 
whether this is stationary or continuously fed. 

5 It is thus possible to let the inventive device 1 

act as a deflecting means for a continuously fed material 
web 3, which for obvious reasons enables a higher pro- 
duction capacity since it would be possible to avoid 
intermittent operation. However, it will be appreciated 

10 that the inventive device 1 can also be operated inter- 
mittently, if desired. For example, it is conceivable 
to arrange the tool holder 4 so as to be rotated in an 
indexing motion instead of being rotated continuously. 

For the provision of uniform container blanks 2, it 

15 is most important for the tension in the material web 3 
to be kept substantially constant in operation. For this 
reason, the shown embodiment of the inventive device 1 
comprises a registering mechanism 13, which is arranged 
downstream of the first deflecting roller 8. 

2 0 In the embodiment shown, the registering mechanism 

13 comprises a roll 14, over which the material web 3 
runs and whose contact pressure against the material web 

3 can be varied by an adjusting means 15, and a sensor 
(not shown) for measuring the tension in said material 

25 web 3. The registering mechanism 13 is arranged to com- 
pare the value of the tension, detected by the sensor, 
with a predetermined value and after that adjust the con- 
tact pressure of the roll 14 by the adjusting means 15 
so that it substantially corresponds to the predetermined 

30 value. 

Downstream of the tool holder 4, a punching station 
10 is, as mentioned above, arranged to punch the complet- 
ed container blanks 2 from the material web 3 along said 
connecting portions 11. In the shown embodiment, said 
35 punching station 10 comprises a roll punch 16 which is 

arranged for such punching that two successive container 
blanks 2 are connected to each other to form a continuous 
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web 17 of container blanks 2. This web 17 of container 
blanks 2 can then be rolled up to be supplied in the form 
of rolls to the users. 

For the necessary strength of the connecting por- 
5 tions 11, it is important for the sealing time to be suf- 
ficiently long. This means that each tool 5, at a given 
sealing temperature, must maintain its engagement with 
the material web 3 for a prescribed period of time, 
usually 1-2 s. 

10 The inventive device 1 allows production of con- 

tainer blanks 2 at a relatively high production capacity 
and with reliable connecting portions 11. 

The high production capacity is due to the fact that 
the device 1 allows continuous operation. More specif i- 

15 cally, the tools 5 are moved by rotation of the tool 

holder 4, and by arranging the tools 5 at a suitable dis- 
tance S from a centre of rotation C of the tool holder 4, 
the speed at which the tools 5 are moved can, at a given 
speed of rotation, be adjusted to the desired feed rate 

20 of the material web 3. 

In spite of said high production rate, production 
of container blanks 2 with reliable connecting portions 
11 is still allowed, which means that the resulting con- 
tainers are liquid-tight in the filled state. By the tool 

25 holder 4 of the device 1 acting as a deflecting means for 
the material web 3, sufficiently long sealing times can 
in fact be achieved. The sealing time is at a given seal- 
ing temperature a function of speed and distance. Said 
distance is substantially the extent of said working path 

30 WP which is dependent on the one hand on how large part a 
of the revolution of the tool holder 4 is arranged as the 
working path WP and, on the other hand, the distance S 
of the tools 5 from the centre of rotation C of the tool 
holder 4. In the device 1 shown in Fig. 1, the working 

35 path WP corresponds approximately to half the revolution 
of the tool holder 4 . Said speed is a function of said 
distance S to the centre of rotation C and the speed of 
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rotation of the tool holder 4. By adjusting the variables 
speed of rotation of the tool holder 4, distance S of the 
tools 5 to the centre of rotation C, and the extent of 
the working path WP, the required sealing time can thus 
5 be achieved . 

The tool holder 4 illustrated in Fig. 1 has for 
the sake of clarity been given the form of an octahedral 
structure. It will be appreciated, however, that the tool 
holder 4 can also be given other designs. For instance, 

10 the tool holder 4 can be given the form of a 36-sided 

structure with a diameter of about 2 m, which means that 
the distance S of the tools 5 to the centre of rotation C 
will be about 1 m. The tool holder 4 thus supports 36 
tools and an inventive device 1 comprising such a tool 

15 holder 4 is capable of producing about 55,000 container 
blanks 2 an hour, provided that each container blank 2 
has a width of about 150 mm in the longitudinal direction 
of the material web 3 and that the sealing time of each 
tool 5, i.e. the time it takes for the tool 5 to travel 

20 along the working path WP, is about 1.5 s. 

In accordance with that mentioned above, the inven- 
tive device 1 comprises a control means which controls 
closing and opening of the tools 5 while the tools 5 by 
rotation of the tool holder 4 are moved along said work- 

25 ing path WP and return path RP . This control means can 
be designed in various ways, and Figs 2 and 3, to which 
reference is now made, illustrate an embodiment of a con- 
trol means 18 . 

The control means 18 comprises a stationary cam 

30 structure 19 and a link mechanism 20 which is actuated by 
the same and connected to the pivotable engaging means 7 
of a tool 5. 

The link mechanism 20 comprises a holder 22 which 
is movable along a bar 21, the cam structure 19 being 
35 arranged to control the movement of* the holder 22 along 
said bar 21. To this end, the holder 22 comprises in the 
shown embodiment a first and a second roll 23, 39 which 
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are held in a cam groove 2 4 of the cam structure 19. The 
second roll is rotatably fixed to the first roll. By 
rotation of the tool holder 4, the rolls 23, 29 of the 
holder 22 of the control means 18 will thus be moved 
5 along the cam groove 24 , whereby the holder 25 is made 
to move along the bar 21 as a function of the profile 
of the cam groove 24. 

The link mechanism 20 further comprises a first 25 
and a second 26 link arm. A first end 27 of the first 

10 link arm 25 is articulated to the holder 22 and a second 
end 28 of said first link arm 25 is articulated to a 
first end 29 of the second link arm 26. A second end 30 
of the second link arm 26 is finally fixedly connected 
to the engaging element 7 of the tool 5. 

15 Fig. 2 shows the holder 22 of said link mechanism 

20 in a lower end position, in which the tool 5 is open, 
i.e. the engaging element 7 is in its upwardly pivoted 
position relative to the base element 6 of the tool 5. 
The cam groove 24 of the cam structure 19 is thus formed 

20 with such a profile that the tool 5 is open when moved 
along the above-described return path RP. 

When the tool 5 by rotation of the tool holder 4 has 
been moved to position A, i.e. to the beginning of the 
above-described working path WP, the control means 18 is 

25 arranged to close the tool 5, which thus means that the 
engaging element 7 is moved to its downwardly pivoted 
position relative to the base element 6. This is achieved 
according to the embodiment shown by moving the holder 22 
of the link mechanism 20 to an upper end position, which 

30 is shown in Fig. 3 and thus means that said cam groove 24 
has a profile for performing such a movement. Further the 
cam groove 2 4 is designed so that the tool 5 remains in 
its closed position when the tool 5 is moved along the 
working path WP to position B. 

35 By the use of a cam structure 19 in combination with 

link mechanisms 20 which are connected to the respective 
tool 5, a control means 18 is provided, which in a reli- 
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able, simple and cost-effective manner can be made to 
control the tools 5 as desired. 

In the embodiment shown in Figs 2 and 3, the first 
link arm 25 is articulated in its centre and arranged in 
5 an over-centred position which is defined by a stop lug 
31. The over-centred first link arm 25 will thus act as a 
rigid link arm in normal operation. In case of production 
disturbances causing stoppage, the design of said first 
link arm 25 allows the tool 5, if positioned along said 

10 working path WP, to be opened. More specifically, this is 
provided by the first link arm 25 being moved from its 
over-centred position and pivoted in its centre. By the 
tools 5 being openable in the way described above, open- 
ing of the tools 5 is allowed in case of unplanned stop- 

15 pages, which eliminates the risk of burning owing to 
excessive exposure of the material web 3 to heat. 

According to one embodiment, the inventive device 1 
comprises tools 5 of the type shown in Figs 4 and 5. 

The tool 5 comprises, as described above, a base 

2 0 element 6 and an engaging element 7. 

The base element 6 has a back-pressure structure 32 
facing the engaging element 7 in its downwardly pivoted 
position relative to the base element 6. The back-pres- 
sure structure 32 may consist of, for instance, a rubber 

25 sheet. To obtain plane abutment, the back-pressure struc- 
ture 32 is arranged in a plane coinciding with the axis 
about which the engaging element 7 is pivotable. 

The engaging element 6 has a profile structure 33 
facing the base element 6 in the downwardly pivoted posi- 

30 tion of the engaging element 7 relative to the base ele- 
ment 6. More specifically, the profile structure 33 com- 
prises a projecting rib 12 of the type which has been 
described above and which thus has an extent correspond- 
ing to the connecting portion 11 of a container blank 2. 

35 The base element 6 can also have a design which is com- 
plementary to the engaging element 7, i.e. both the 
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engaging element 7 and the base element 6 comprise a pro- 
jecting rib 12 of the type described above. 

The engaging element 7 also comprises heating means 
(not shown) , which are adapted to heat the rib 12 to 
5 allow joining of the opposite wall portions along the 
desired connecting portion 11 by heat sealing. 

The profile structure 33 is supported by a carrier 
structure 34 of the engaging element 7. In the embodiment 
shown, the profile structure 33 is provided with a number 

10 of pins 35 on its side facing the carrier structure 34. 

The pins 35 extend through holes 36 formed in the carrier 
structure 34 and support stop washers 37 at their outer 
ends on the other side of the carrier structure 34 . 

Springs 38 are arranged around the pins 35 and posi- 

15 tioned between the profile structure 33 and the carrier 

structure 34. The springs 38 can be biased, in which case 
the magnitude of the bias is adjusted by the positioning 
of said stop washers 37 . 

The engaging element 7 is arranged in relation to 

20 the base element 6 so that the springs 38, when the 

engaging means 7 has been moved to its downwardly pivoted 
position, are compressed to a predetermined extent. The 
force by which the profile structure 33 is applied to the 
back-pressure structure 32 thus depends on the current 

25 spring constants and, possibly, the bias imparted to the 
springs 38. This arrangement of the pins 35 and springs 
38 aims at providing a predetermined sealing force since 
the required sealing time is a function of temperature 
and precisely sealing force. 

30 To provide satisfactory connecting portions 11, it 

is in some cases important for the sealing force to be 
optimally distributed along the entire rib 12. This can 
be provided by a suitable choice of bias or spring con- 
stant of the individual springs 38. 

35 In accordance with that described above, it is 

important for a required sealing force to be provided 
during the engagement of the respective tools 5 with the 
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material web 3. It has also been described above how this 
sealing force is provided by an arrangement involving 
springs 38 which during the engagement of the tool 5 with 
material web 3 are compressed to a predetermined extent. 
5 It will be appreciated that the required sealing force 
would be lost, for instance, if one of the springs 38 
should break. In operation of the inventive device 1, 
this would in turn result in inferior quality of the con- 
necting portions 11 which are provided by the tool 5 in 

10 question, which could result in container blanks 2 that 
are not tight. According to an embodiment of the present 
invention, the device 1 comprises to this end a pressure 
sensor (not shown) which is arranged in the cam groove 
24 of the cam structure 19 in that part of the groove 24 

15 which corresponds to the working path WP of the tools 5. 
Each roll 23 of the respective link mechanisms 20 will 
then pass the sensor, whereby the contact force of the 
roll 23 against the pressure sensor is registered. This 
contact force is proportional to the sealing force, and 

2 0 by comparing the current contact force with a predeter- 
mined value of said contact force it will thus be pos- 
sible to discover inaccuracies, such as breakdown, in the 
arrangement involving springs 38. The contact force of 
the roll can also be read by means of a weakening in the 

25 cam groove 24 of the cam structure 19, the magnitude of 
the elastic deformation of the weakening being measured 
as the roll 23 passes. The magnitude of the deformation 
is proportional to the contact force of the roll 23, 
which force can be measured without an additional part 

30 having to be positioned in the cam groove. 

In an embodiment (not shown) the profile structure 
is replaceable. The replaceability gives the advantage 
that different container forms can be produced by one and 
the same machine. One way of replaceably attaching the 

35 profile structure is to use a modified keyhole lock. In 
the back of the profile structure, i.e. the side facing 
away from a container, a number of keyhole holes are 
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formed. By keyhole hole is meant a hole with which a pin 
can cooperate so that the pin can be inserted into the 
hole in a first direction and then be moved in a second 
direction to lock the pin from being moved in the first 
5 direction. On a frame, which is arranged to carry the 
profile structure, a number of pins are axially movably 
arranged, the location of the pins corresponding to the 
location of the keyhole holes. The pins are biased by 
means of springs pressing the profile structure against 

10 the frame when the pins are inserted into the keyhole 
holes. When the profile structure is to be replaced, a 
power source, such as a compressed-air source, is acti- 
vated, said power source acting to move the pins in a 
direction opposite to said bias. The movement of the pins 

15 makes it possible to easily remove the profile structure, 
after which another profile structure can be mounted. 
Owing to the construction, considerable savings of time 
and labour can be achieved in service and exchange of 
the profile structures, compared with the case that each 

20 profile structure should be fastened by, for instance, 
screws. 

According to the present invention, a device for 
producing container blanks from a material web thus is 
provided. The device comprises a rotary tool holder sup- 

25 porting tools, which are adapted to engage the material 

web and to be moved together with said material web along 
a working path under maintained engagement to join oppo- 
site wall portions of the material web along connecting 
portions. Moreover the tool holder acts as a deflecting 

30 means for the material web. As a result, a device is pro- 
vided, which allows continuous production of container 
blanks at high production rates, although it is appre- 
ciated that the inventive device can also be operated 
intermittently . 

35 It will be appreciated that the present invention 

is not limited to the shown embodiments. 
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For example, the control means for opening and clos- 
ing of the tools can be provided in other ways. 

It is also conceivable to arrange the tools for 
another type of joining of the opposite wall portions 
along connecting portions than by heat sealing. 

Consequently several modifications and variations 
are conceivable, which means that the present invention 
is exclusively defined by the appended claims. 



